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The invention includes the hot thermo-mechanical process-
ing of heat-treatable aluminum alloys comprising prepara-
tion of the billet material, heating the billet to obtain the
temperature for solution treatment, holding the billet at this
temperature a sufficient amount of time required for the
dissolution of soluble elements, cooling the billet to the
temperature necessary for plastic deformation with essential
preservation of the solid solution, plastic deformation,
immediate quenching of the billet after plastic deformation,
and then billet aging at the corresponding temperature and
time. Additional plastic deformation may be used between
stages of quenching and aging. An embodiment specifies
cooling rate, forging temperature and strain rate.

ABSTRACT

16 Claims, 5 Drawing Sheets
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1
HOT THERMO-MECHANICAL PROCESSING
OF HEAT-TREATABLE ALUMINUM ALLOYS

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a non-provisional application and
claims the benefit of U.S. Provisional Application No.
61/391,738 filed Oct. 11, 2010. The disclosure of which is
incorporated herein by reference.

FIELD OF THE INVENTION

The present invention relates to methods of thermo-
mechanical processing of heat-treatable aluminum alloys
and fabrication of products and components having superior
strength, toughness, fatigue, heat resistance and corrosion
characteristics.

BACKGROUND OF THE INVENTION

Heat-treatable aluminum alloys belong to a large class of
age-hardenable materials comprising base metals (Al, Fe, Ti,
Mg, Cu, Ni, Mo, W and other) and alloying elements having
a strong dependence upon solubility related to temperature.
At high temperatures, these elements can be fully dissolved,
then fixed into a solid solution by quenching, and, finally,
precipitated into a matrix of the base metal during aging at
specific temperature and time. Aging forms very fine pre-
cipitates which provide a significant strengthening effect.
For heat treatable aluminum alloys, such processing is the
typical T6 temper route that is usually used following
forming or machining operations. However, because of high
temperature solution treatment, materials and components
after T6 temper have coarse grain structures. To prevent
grain growth during solution treatment and exposures to
increased temperatures, most precipitation hardening alloys
comprise insoluble elements that form particles and disper-
sions of second phases. These brittle intermetallic phases,
typical of a size more than 5 microns, are stress concentra-
tors and origins of micro-cracks under monotonic and cyclic
loading resulting in insufficient ductility, toughness, fatigue
and stress corrosion.

It is known in the art that improvement in the properties
of precipitation hardening alloys may be attained by thermo-
mechanical processing (TMP) using plastic deformation
after solution treatment. Depending on the temperature of
deformation, there is cold and hot TMP. For cold thermo-
mechanical processing (CTMP), deformation is performed
prior to aging, during aging and after aging at temperatures
below or equal to the aging temperature. Different variants
of cold TMP were described in U.S. Pat. Nos. 3,706,606,
4,596,609, U.S. Patent Application No. 20100243113, Inter-
national Application W(0/2009/132436, and others. In com-
parison with T6 temper, cold TMP hardens the matrix,
refines and more uniformly distributes precipitates and
increases the material strength. An especially strong hard-
ening effect of cold TMP is observed when intensive defor-
mation is performed by Equal Channel Angular Extrusion as
it has been disclosed in U.S. Patent Application No.
20070084527. However, CTMP: (i) develops substructures
within grains but does not refine coarse grains induced
during solution treatment; (ii) requires high stresses and
loads; (iii) may result in cracks because of insufficient
material ductility; and (iv) cannot be applied to complicated
components and for operations of net shape forming.
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Hot thermo-mechanical processing (HTMP) is usually
performed by forging, rolling or extrusion at high tempera-
tures followed immediate quenching and aging (FIG. 1). The
most known version of HTMP is intermediate thermo-
mechanical processing (ITMP) often designated as TS tem-
per. With proper strain rate and quenching time after defor-
mation, ITMP produces dynamically recrystallized fine
grain structures which improve the material toughness and
fatigue. It also resolves other issues of CTMP. However,
forging temperatures and heating time during ITMP are not
sufficient to transfer all soluble elements into the solid
solution. Part of the soluble elements form large precipitates
which do not contribute to the hardening effect, and the
material strength after hot TMP is noticeably lower than that
for T6 condition. Therefore, ITMP has found restricted
industrial applications and its potential for HTMP remains
unrealized. An ordinary practice is to use T6 heat treatment
after hot forming and machining operations as shown in
FIG. 2, if the primary interest is the material strength.

The present invention combines advantages of cold and
hot TMP and eliminates the mentioned shortcomings. From
foregoing explanations, it is clear that such processing
technique would be very desirable in the art.

SUMMARY OF THE INVENTION

In one embodiment, a method of hot thermo-mechanical
processing of heat-treatable aluminum alloys is provided.
The method comprises preparation of the material billet with
soluble and insoluble elements, heating the billet to solution
treatment temperature, holding the billet at this temperature
for dissolution of soluble elements, cooling the billet with
controllable rate to the plastic deformation temperature,
plastic deformation of the billet with prescribed strain and
strain rate, immediate quenching of the formed billet, and
ageing of the billet at the corresponding temperature and
time.

An embodiment of the method is a step of additional cold
or warm plastic deformation between the steps of quench
and aging.

An embodiment also includes aluminum alloy materials
and components with ultra-fine structures of the average
grain size from 1 microns to 10 microns, second phases and
dispersions of a size less than 5 microns, and nano/submi-
cron sized precipitations providing superior properties when
compared to the T6 and TS or ITMP temper conditions.

In one embodiment, such alloys are heat-treatable alumi-
num alloys of series 2XXX, 6XXX, 7XXX and 8XXX. In
another embodiment, the alloy composition contains Fe, Mn
and other elements generating coarse second phases and
dispersions in weight concentration less than 0.1%. In
another embodiment, the alloy composition contains struc-
ture stabilizing elements such as Zr, Cr and Sc of the weight
concentration from 0.05% to 0.25%.

In one embodiment, the billet cooling rate from the
solution treatment temperature to the deformation tempera-
ture is selected in a range from 1° C. to 10° C. per minute,
the forging temperature is selected below the incipient
melting temperature of the alloy as the highest temperature
providing defectless plastic deformation for the related
material condition, and strain rate is within a range from 0.1
sec™! to 10 sec™".

In one embodiment, plastic deformation is performed by
open forging.

In one embodiment, plastic deformation is performed by
die forging. In a particular case, die forging includes billet
preheating, preform preparation, forging in blocker dies,
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forging in finish die, immediate quenching, cold flash trim-
ming, and straightening/coining.

In one embodiment, the plastic deformation is performed
by rolling.

In one embodiment, plastic deformation is performed by
extrusion.

According to another embodiment, there is provided an
aluminum alloy comprising heat-treatable alloys of series
2XXX, 6XXX, 7XXX or 8XXX. The aluminum alloy has
fine structures of the average grain size from 1 microns to 10
microns. The alloy further comprises second phases and
dispersions of size less than 5 microns. The alloy further
comprises nano/submicron sized precipitations.

Further areas of applicability of the present invention will
become apparent from the detailed description provided
hereinafter. It should be understood that the detailed descrip-
tion and specific examples, while indicating the preferred
embodiment of the invention, are intended for purposes of
illustration only and are not intended to limit the scope of the
invention.

BRIEF DESCRIPTION OF THE DRAWINGS

The present invention will become more fully understood
from the detailed description and the accompanying draw-
ings, wherein:

FIG. 1 is a schematic temperature-time diagram for Inter-
mediate thermo-mechanical processing (ITMP);

FIG. 2 is a schematic temperature-time diagram for T6
heat treatment after forging;

FIG. 3 is a schematic temperature-time diagram for hot
thermo-mechanical processing (HTMP) of the invention;

FIG. 4 is a diagram of attainable hardness HRB after
HTMP (solid line) and after ITMP (dashed line) in function
of deformation temperature for AA 2618;

FIG. 5 is a diagram of attainable hardness HRB after
HTMP (solid line) and ITMP (dashed line) in function of
deformation temperature for AA 7075;

FIG. 6 is microstructure of AA 2024 after HTMP (mag-
nification x1000);

FIG. 7 is microstructure of AA 2024 after T6 temper
(magnification x50);

FIG. 8 is microstructure of AA 2024 after ITMP (magni-
fication x50);

FIG. 9 is a diagram of attainable hardness HRB after
HTMP depending on soaking time in the furnace for AA
7075 at temperature 420° C. and AA 2618 at temperature
440° C.;

FIG. 10 is a schematic diagram of HTMP during forging;

FIG. 11 is a schematic diagram of HTMP during die
forging;

FIG. 12 is a schematic diagram of HTMP during extru-
sion; and

FIG. 13 is a schematic diagram of HTMP during rolling.

DETAILED DESCRIPTION OF THE
PREFERRED EMBODIMENTS

The following description of the preferred embodiment(s)
is merely exemplary in nature and is in no way intended to
limit the invention, its application, or uses.

FIG. 3 is a schematic temperature-time diagram of the
method of hot thermo-mechanical processing of heat-treat-
able aluminum alloys in accordance with the invention. The
method includes a few successive steps. The first step is
preparation of the material billet. The billet comprises Al as
the base material and alloying elements forming soluble
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(precipitates) and insoluble (second phases and dispersions)
intermetallic phases. The common alloying elements may
include Cu, Mn, Si, Mg, Zn, Fe, Cr, Ni, Ti, Ag, Zr, Li, Pb,
Be, B, Sc and other induced in different combinations and
proportions. Most aluminum alloys may also contain impu-
rities such as P, S, O in low concentrations (less than 0.05%).
The billet may be a cast or preliminary wrought material.

At the next step (FIG. 3), the material billet undergoes
solution treatment. The material billet is heated to a solution
temperature T, which is dependent on the alloy. As tempera-
tures T, are sufficiently high they eliminate most of the
effects of prior processing. The billet is held at this tem-
perature for the time necessary to dissolve all soluble
elements in the aluminum matrix. This step is quite similar
to ordinary solution treatment except that it is included with
billet preheating for plastic deformation instead of using
separate operations for heat treatment or cold thermo-me-
chanical treatment.

After solution treatment, the billet is cooled to the tem-
perature for hot plastic deformation T, (FIG. 3). Depending
on cooling rate, there appeared a noticeable difference in the
kinetics of the material temperature and the dispersion of
precipitates. For sufficiently high cooling rates, that will be
discussed later, the material temperature can be reduced to
the deformation temperature Td without noticeable disper-
sion of precipitates from the solid solution. The amount of
dissolved elements at some moment may be fixed by water
quench. During subsequent aging, the dissolved elements
precipitate and increase the material hardness. Related dia-
grams of hardness versus temperature reveal precipitation
kinetics as a result of cooling from the solution condition. As
an example, FIGS. 4, 5 show such diagrams (solid lines) for
aluminum alloys AA 2618 and AA 7075, respectively,
during cooling with rate 1.5° C. per minute. For both alloys,
the hardness identical to T6 condition may be extended far
below the solution temperatures T, of 529° C. for AA 2618
and 480° C. down to the temperature ranges of hot defor-
mation T, which are 410-480° C. for AA 2618 and 380-440°
C. for AA 7075 That way, hot deformation can be performed
continuously with near fully solute precipitates at signifi-
cantly lower temperatures than the solution treatment tem-
perature. FIGS. 4, 5 also show (dashed lines) attainable
hardness after Intermediate TMP at different temperatures.
In this case, the alloys were solution treated within tempera-
ture ranges of plastic deformation, water quenched and peak
aged. Comparison of the corresponding diagrams demon-
strates that the present invention provides much higher
hardness than ITMP.

The next step in the method is plastic deformation. Plastic
deformation changes the billet dimensions and shape in
order to fabricate required components and products. At hot
processing temperatures, it usually leads to recrystallization
of the grain structure. It is known in the art that depending
on the material, strain and strain rate, various structures of
recrystallization are possible. With the increase of strain and
strain rate, the structures are changed from statically recrys-
tallized to dynamically recrystallized and to unrecrystallized
deformed structures. For dynamic recrystallization, numer-
ous nuclei of new grains do not grow and form very fine
micro structures. However, it is hard to attain during ordi-
nary hot deformation processing such as ITMP because heat
treatable aluminum alloys comprise large precipitates and
cannot be subjected to intensive strains and high strain rates
without fracture. In accordance with the present HTMP,
precipitates are dissolved in the aluminum matrix and alloys
can be deformed at hot temperatures with high strain and
strain rates resulting in dynamic recrystallization and struc-
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ture refinement. Therefore, the step of plastic deformation is
performed within a temperature-strain-strain rate window
that provides full or partial dynamic recrystallization for
particular alloys.

The following step is the immediate quench of the billet
to fix the solid solution and dynamically refined grain
structure after plastic deformation. Usually, cold water is the
preferable hardening media but hot water and synthetic
quenchants can also be used. In one embodiment, the time
interval between deformation and quench may be less than
5 seconds for thermo stable aluminum alloys and may be
less than 2 second for unstable alloys. This may require a
special means for the billet handling from deformation to
quench.

The final step is artificial aging at temperature and time
which provide the maximum hardness and strength for each
alloy. Partial natural aging can be also used in combination
with artificial aging. It was found for different aluminum
alloys that attainable maximum hardness after HTMP is
comparative or slightly higher than hardness for T6 temper
and is well superior to hardness after [ITMP.

An embodiment of the method is the step of additional
plastic deformation between steps of quenching and aging.
Additional plastic deformation can be performed at cold or
warm temperatures by different forming techniques such as
forging, rolling and drawing. Additional deformation
induces defects which strengthen the structure and are sites
for finest and uniform precipitates during the following step
of aging providing further improvement of the material
properties.

Another embodiment is the aluminum alloy material after
hot TMP. Experiments on different precipitate hardening
aluminum alloys show specific characteristics of structures
after hot TMP. Dynamic recrystallization results in fine,
uniform and equiaxial grains. Depending on alloy compo-
sition, the average grain sizes ranged from about 1 microns
to about 10 microns. Second phases are less than 5 microns.
At the same time, the material hardness is similar or higher
to the T6 condition of corresponding alloys confirming that
precipitates are very fine, of nano and submicron sizes and
uniformly distributed. This unusual combination of struc-
tural characteristic distinguishes alloys after HTMP of the
invention from the same alloys after ordinary ITMP and T6
temper. Examples of structures of AA 2024 are presented in
FIG. 6 for HTMP, FIG. 7 for ITMP and FIG. 8 for T6 temper
with the average grain size 3 microns, 45 microns and 350
microns, respectively.

HTMP of the invention can be applied to different heat-
treatable aluminum alloys of series 2XXX, 6XXX, 7XXX
and 8XXX.

Additional embodiment of the invention is aluminum
alloys comprising Fe, Mn, Ni and other second phase and
dispersion generating elements of weight concentrations less
than 0.1% of each. For ordinary heat treatable aluminum
alloys, such insoluble particles are usually induced inten-
tionally to prevent grain growth during solution treatment
because these grains cannot be refined afterwards. However,
coarse phases and dispersions are sites of stress concentra-
tions and origins of micro-cracks which reduce material
toughness and resistance to fatigue and stress corrosion. In
contrast, for HTMP of the invention, the final grain size is
determined by dynamic recrystallization whereas subse-
quent aging pins grain boundaries by fine precipitates and
provides structure stability without second phases. There-
fore, this HTMP allows using aluminum alloys with low
concentration of insoluble intermetallics that is necessary to
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6

reduce or even eliminate second phases and increase alloy
ductility, toughness, fatigue and stress corrosion.

Another embodiment of the invention is aluminum alloys
comprising stabilizing elements such as Zr, Cr and Sc of the
weight concentrations in a range from 0.05% to 0.25%.
These elements form thermo-stable precipitations which
additionally pin grain boundaries and provide a heat resis-
tance together with high toughness and fatigue to aluminum
alloys.

An embodiment also specifies the characteristics of hot
thermo-mechanical processing. During cooling from the
solution temperature T to deformation temperature T, the
solid solution becomes oversaturated and may precipitate.
To prevent its decomposition, the cooling rate should be
sufficiently large. It has been found for different alloys that
the bottom line of the cooling rate to forging temperatures is
about 1° C. per minute. This rate preserves the solid solution
and provides necessary operational time from 5 to 10
minutes for holding the material in a furnace at the forging
temperature. This result can be seen in FIG. 9 for aluminum
alloys AA 7075 and AA 2618. Alloys were solution treated
at temperatures of 480° C., 1 h and 530° C., 1 h and cooled
to forging temperatures of 420° C. and 480° C., respectively,
with cooling rate of about 1.5° C. per minute, held at this
temperatures during different time, water quench and peak
aged. Comparison of hardness data with FIGS. 4, 5 shows
that solid solutions remain stable during cooling and addi-
tional holding at forging temperatures up to 5-10 minutes.
On the other hand, the maximum cooling rate may be
restricted by the material thermal conductivity and tempera-
ture gradient through the billet. For billets of diameters less
than 100 mm, the top limit of cooling rate in electrical
furnaces with air flow and programmable controllers was
evaluated at about 10° C. per minute.

Another characteristic of hot thermo-mechanical process-
ing of the invention is a selection of the deformation
temperature. During ordinary hot deformation of heat-treat-
able aluminum alloys, large “overaged” precipitates may
promote strain localization, adiabatic heating and cracking.
In this case, the forging temperature should be significantly
lower than the incipient melting temperature of the alloy.
With the increase of strain rate, the difference between
forging and incipient melting temperatures becomes bigger.
In contrast, current embodiments retain the solid solution at
temperatures below the incipient melting temperature. Such
materials are more ductile and less sensitive to flow local-
ization. Therefore, temperature and strain rate during HTMP
may be noticeable higher than for ordinary hot deformation
processing resulting in higher properties, better formability
and lower loads. For each alloy and strain rate, the tempera-
ture of HTMP is selected as the highest temperature pro-
viding the defectless material, and is determined on a case
by case basis.

An embodiment also defines restrictions on strain rate
during HTMP. For strain rates less than 0.1 sec™, dynamic
aging or static recrystallization for some alloys may lead to
coarsening of precipitates and grain structure with degrada-
tion of properties. On the other hand, for strain rates more
than 10 sec™®, dynamic recrystallization may not be com-
pleted and the structure may comprise large deformed origi-
nal grains instead of fine recrystallized grains. Therefore, the
strain rate should be selected in the range from 0.1 sec™! to
10 sec™t.

Some embodiments relate to plastic deformation tech-
niques. In one embodiment, deformation is performed by
open forging (FIG. 10). A billet 1 is solutionized, and cooled
to the forging temperature in an oven. Then, it is moved to
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a press and forged between anvils 1 and 3. Immediately after
forging, a manipulator 4 pushes the billet into a quenching
bath 5.

In another embodiment of the invention, deformation is
performed by forging in dies (FIG. 11). The preliminary
heated, solutionized and cooled billet 1 may be further
subjected to operations of roll forming and forging in
blocker dies. In some cases, owing to better formability,
blocker dies can be eliminated. After forging in a finish dies

5

2, the billet is immediately delivered to the quenching bath 10

3. Subsequent operations of flash trimming, straightening
and coining are performed at room or warm temperatures.
Additionally, the forging pre-form may be prepared prior to
billet heating.

Another embodiment of the invention is hot thermo-
mechanical extrusion (FIG. 12). After solution treatment and
cooling to the forging temperature, the billet 1 is inserted
into a container 1 and extruded by a punch 3 through a die
4 into a product 5 which is immediately quenched by
sprayers 6. Such processing may be performed at higher
temperatures and speeds than ordinary hot extrusion and
provides ultra-fine grained extrusions having improved
properties. Additional benefits are larger productivity, longer
tool life and fabrication of more intricate shapes using
smaller presses. FIG. 12 shows direct extrusion, however, it
can be extended to other extrusion techniques such as
extrusion of pipes, backward extrusion, etc. known in the
art.

Similar embodiment is hot thermo-mechanical rolling
(FIG. 13) where the billet 1 preheated in accordance with the
invention is rolled between rolls 2 and quenched by sprayers
3.

EXAMPLE I

Samples of aluminum alloy AA 2618 were processed for
three different conditions. In a case of HTMP, samples were
solution treated at a temperature 530° C. for 1 h, cooled to
the temperature of 480° C. over a period of 40 minutes, then
forged at mechanical press with the strain rate about 2 sec™"
and reduction 70%, water quenched in less than 2.5 seconds,
and aged at temperature of 199° C. for 8 h. For comparison,
the material was also processed via ITMP and T6 temper.
For ITMP, samples were heated to the same forging tem-
perature of 480° C. for 1 h, forged with the same strain rate
2 sec-1 and reduction 70%, immediately water quenched
and aged at temperature of 199° C., 8 h. For T6 temper,
samples were solution treated at temperature of 530 C. for
1 h, water quenched and aged at temperature of 199° C., 10
h. Results of structure characterization and mechanical test-
ing are shown in Table 1.

TABLE 1

Yield Ultimate Elon- Average

Stress, Tensile gation, Grain Size,
Condition MPa Stress, MPa % microns
T6 372 441 10 40
ITMP 292 374 21 5
HTMP 378 455 14 3

EXAMPLE II

For HTMP, samples of aluminum alloys AA 2024 were
solution treated at a temperature 495° C. for 1 h, cooled to
the forging temperature of 460° C. over a period of 30
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minutes, then forged with strain rate 2 sec™" and reduction
70%, immediately water quenched and aged at a temperature
of 190° C. for 10 h. The material was also processed via
ITMP and T6 temper. For ITMP, samples were heated to
temperature of 460° C. for 1 h, forged with the same strain
rate and reduction, water quenched and aged at a tempera-
ture of 190° C. for 10 h. For T6 temper, samples were
solution treated at a temperature of 495° C., 1 h, water
quenched and aged at a temperature of 190° C. for 10 h.
Comparison of mechanical properties and grain sizes for
three conditions is presented in Table II.

TABLE 1I
Yield Ultimate Elon- Average
Stress, Tensile gation, Grain Size,
Condition MPa Stress, MPa % microns
T6 414 483 13 350
ITMP 295 378 16 45
HTMP 409 458 14 3
EXAMPLE III
Aluminum alloy AA 2026 was processed via HTMP and

ITMP. In the first case, the samples were solutionized at a
temperature of 495° C. for 1 h, cooled to the forging
temperature of 460° C. over a period of 15 minutes, forged
at the mechanical press with strain rate 2 sec™' and reduction
70%, water quenched and aged at a temperature of 180° C.
for 10 h. In the second case, samples were heated to a
forging temperature of 460° C. for 1 h and then forged,
quenched and aged similarly to HTMP samples. Testing
results for both conditions are show in Table III.

TABLE III
Yield Ultimate Elon- Average
Stress, Tensile gation, Grain Size,
Condition MPa Stress, MPA % microns
ITMP 289 371 19 6
HTMP 399 434 18 2
EXAMPLE 1V

Aluminum alloy AA 7075 was processed via present
HTMP and T6 temper. For HTMP condition, the samples
were solutionized at a temperature of 480° C. for 1 h, forged
at the mechanical press with strain rate 2 sec™' and reduction
70%, water quenched and aged at a temperature of 120° C.
for 20 h. For T6 condition, samples were solutionized,
quenched and aged similarly to HTMP samples. Testing data
are presented in Table IV.

TABLE 1V
Yield Ultimate Elon- Average
Stress, Tensile gation, Grain Size,
Condition MPa Stress, MPa % microns
T6 503 572 11 60
HTMP 518 584 15 5

Data of Tables I-IV demonstrate that hot thermo-mechani-
cal processing (HTMP) in accordance with the invention
provides significant improvements in comparison with
known techniques. Against T6 temper, present HTMP gives
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identical or better strength and ductility and significant
structure refinement. Against ordinary ITMP, present HTMP
results in much higher strength, identical ductility and finer
structure. Therefore, present HTMP combines advantages
and eliminate shortcomings of ITMP and T6 techniques. It
is known in the art, that even bigger benefits of present
HTMP should be observed for characteristics of toughness,
fatigue and corrosion resistance because of much finer
structures.
It is understandable for everybody skilled in the art that
the invention may be applied to other precipitation harden-
ing alloys and extended to different processing techniques.
The description of the invention is merely exemplary in
nature and, thus, variations that do not depart from the gist
of the invention are intended to be within the scope of the
invention. Such variations are not to be regarded as a
departure from the spirit and scope of the invention.
What is claimed is:
1. A method of hot thermo-mechanical processing of
heat-treatable aluminum alloys, the method comprising:
heating a billet of a heat-treatable aluminum alloy com-
position to a solution treatment temperature of the
aluminum alloy composition and holding the billet at
the solution treatment temperature for a time period
sufficient to dissolve soluble elements contained in the
aluminum alloy composition into a solid solution of an
aluminum base;
cooling the billet from the solution treatment temperature
of the aluminum alloy composition to a plastic defor-
mation temperature of the aluminum alloy composition
at a cooling rate ranging from 1° C. per minute to 10°
C. per minute to preserve the solid solution of the of the
aluminum base;
plastic deforming the billet at the plastic deformation
temperature of the aluminum alloy composition to
attain full or partial dynamic recrystallization;

quenching the billet after plastic deforming to fix the solid
solution of the aluminum base, the billet having a
hardness after quenching; and

aging the billet after quenching at a temperature below the

plastic deformation temperature to precipitate dis-
solved soluble elements from the aluminum base and to
increase the hardness of the billet.

2. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 1 in which plastic
deforming the billet is performed at a strain rate ranging
from 0.1/sec to 10/sec.

3. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 1 further compris-
ing cold or warm plastic deforming of the billet between the
steps of quenching and aging.

4. A method of hot thermo-mechanical processing of
heat-treatable aluminum alloys, the method comprising:

preparing a material billet comprising a base aluminum

with soluble alloying elements that dissolve into a solid
solution of the base aluminum at a solution tempera-
ture, the material billet further comprising insoluble
dispersions and second phases;

determining a temperature range within which the solid

solution of the base aluminum including dissolved
alloying elements is essentially preserved during cool-
ing of the material billet from the solution temperature
at a cooling rate of 1° C. per minute to 10° C. per
minute;

selecting a plastic deformation temperature within the

temperature range that provides for defectless defor-
mation at a strain rate of 0.1/sec to 10/sec;
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heating the billet to the solution temperature;

holding the billet at the solution temperature for a time
necessary for dissolution of the soluble alloying ele-
ments into the solid solution of the base aluminum;

cooling the billet to the plastic deformation temperature at
a cooling rate of 1° C. per minute to 10° C. per minute;

plastic deforming the billet at a strain rate of 0.1/sec to
10/sec while at the plastic deformation temperature to
change the shape of the billet and to provide full or
partial dynamic recrystallization;

quenching the billet immediately after plastic deforming

of the billet to prevent dispersion of the solid solution
of the base aluminum; and

aging the billet to form precipitates that result in an

increase of a hardness of the billet.

5. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 further compris-
ing cold or warm plastic deforming of the billet between the
steps of quenching and aging.

6. An aluminum alloy prepared according to the method
of claim 4 having fine structures of an average grain size
from 1 micron to 10 microns, second phases and dispersions
of a size less than 5 microns, and nano/submicron sized
precipitations providing superior properties than related T6
and TS5 temper conditions.

7. An aluminum alloy prepared according to the method
of claim 4 wherein the billet comprises a 2XXX, 6XXX,
7XXX or 8XXX series heat-treatable aluminum alloy.

8. An aluminum alloy prepared according to the method
of claim 4 in which Fe, Mn and other elements generating
coarse second phases and dispersions have weight concen-
trations of less than 0.1% each.

9. An aluminum alloy prepared according to the method
of claim 4 comprising at least one of Zr, Cr, or Sc at a weight
concentration from 0.05 to 0.25%.

10. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 in which the
plastic deformation temperature is below an incipient melt-
ing temperature of the material billet.

11. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 in which plastic
deforming of the material billet is performed by open
forging.

12. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 in which plastic
deforming is performed by die forging.

13. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys according to claim 12 com-
prising preheating of the material billet, preparing a preform,
forging in blocker dies, forging in a finish die, immediate
quenching, cold/warm flash trimming, and straightening and
coining.

14. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 in which plastic
deforming is performed by rolling.

15. The method of hot thermo-mechanical processing of
heat-treatable aluminum alloys of claim 4 in which plastic
deforming is performed by extrusion.

16. A method of hot thermo-mechanical processing of
heat-treatable aluminum alloys, the method comprising:

providing a billet of a heat-treatable aluminum alloy

composition, the heat-treatable aluminum alloy com-
position comprising an aluminum base, soluble alloy-
ing elements that are soluble in a solid solution of the
aluminum base at a solution treatment temperature of
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the aluminum alloy composition, and insoluble alloy-
ing elements that are not soluble in the solid solution of
the aluminum base;

heating the billet to the solution treatment temperature of
the aluminum alloy composition;

holding the billet at the solution treatment temperature of
the aluminum alloy composition to dissolve the soluble
elements into the solid solution of the of the aluminum
base;

cooling the billet from the solution treatment temperature
of the aluminum alloy composition at a cooling rate
ranging from 1° C. per minute to 10° C. per minute to
a plastic deformation temperature of the aluminum
alloy composition so as to preserve the solid solution of
the of the aluminum base;

plastic deforming the billet at the plastic deformation
temperature of the aluminum alloy composition at a
strain rate ranging from 0.1/sec to 10/sec to attain full
or partial dynamic recrystallization;

quenching the billet after plastic deforming to fix the solid
solution of the aluminum base, the billet having a
hardness after quenching; and

aging the billet after quenching to precipitate dissolved
soluble elements from the aluminum base and to
increase the hardness of the billet.
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